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11/26/63 

PRODUCING PLANTS 
Long Beech, Seattle, Antioch, and JocksonvUie 

FORMULA 

Aridized Plaster Base Stucco (S-5) 2000 lb .. 

Bentonite Cloy (RM-G 1) 15 lbs. 

Aluminum Sulfate (RM-PI) 4 lbs. 

Hydrated lime (RM-P3) 6-l/4 lbs. 

Wood Fiber (RM-P5) 15-18 lbs. 

Verm i cuI ite (RM-P13) 0-1 . 5 cu . ft. 

Retarder 
As rcqv;red 

NOTES 

I. Aridized Plaster Base Stucco Bloi~e shall be 4700 - 5200 . 

2. 

3. 

Use high calcium lime only. 

For gun application, I to 1-l/2 cubic 
be used ro improve pumpability . 

f'~~- ,- . I ·._ij.f. J.'. ) ~ 

feet of b~/~er to,.. of s.tL::c_c mcy 

RAW MATERIAL HANDLING 

I . Storage 

All row materials 5hall be stored in a .:col, clean, dry area ro p•event co,.~a'r1."'0ffo,... ar.d 
moisture pick-up. 

2. Additive Screening 

a. Retarder shall be screened throogh a 30 mesh screen iust prior to use. 

·-- ._ 

b. Do not use any additive~ ..... ~·ich ore l~;mpy without screenit1g th"rough ·:J 30 ..,..,esh screen .. 
Discard pre-mixed additi .... t.•· ... :..,ich have become lur'l'lpy upo., sto,crge. 

3. Wood Fiber 

...=> 

Wood fiber 'iho/1 be dried too maximum free wore:- conter-r of 15°·~ prror to ... ~e. 
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OPERATING SPECIFICATIONS: 

1. Col ibrction 

a. 

b. 

Additive scales -The additive scales shell be calibrated end tested doily to assure proper 
.functioning. Scoles used for retarder shall be accurate to within+ 1 oz. of formula re
_quirement. Additives used in less than 1/2 pound per batch shall be weighed on a gram 
balance to within + 5 grams. Other additive scales shall be accurate to within + 2 ozs. 

of formula requir~~ei1"t. ···L;! 
Weigh Hopper ~·The stucco we-Tgh hopper shall be calibrated and adjusted to insure batch 
,weight uniformi-ty within+ 2.0%. Once per month, minimum, the actual weigh hopper 
delivery shell be determi;;-ed·by weighing the total batch weight of five individual batches 
produced during normal opo:rotions. Maintain records of the test results. 

c. Bog Weights -Bog weights on individual sacker spouts shell be determined doily and 
records kept of the actual' weights. 

2. Mixing j 

The plaster shell be produced by dry mixing approximately one ton batches in the Ehrsam or 
Broughton plaster mixer. Mixing time shall be 2 minutes minimum. 

3. Inspection 

a. Weigh Hopper- The weigh hopper gate (or bell) shell be checked doily for leakage. 
Check the gate during manufacture of the first batch produced and again as soon as the 
equipment warms up. 

b. Mixer Gate- The mixer gate shall be checked daily for leakage. Check the gate during 
manufacture of the first batch produced and again as soon os the equipment warms up. 

~- ,_, .. 
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PRODUCT SPECIFICATIONS: _ '-).,·"'/ -_-,- ~ > 
~ J..'' -

L.B.,Antioch&Seottle 55-6VJ~ '-'" 
Morter Consistency (c :c.) 1 5 

Jo~ e ,__,/ '-<.0,_. ··-~ 0 - 57 
/ 

Normal Consistency/ 
ASTM (Neat} ;~lo) 

Compressive Strength (psi} 

Flow Test, seconds 

Wedge Test 
Peel 
Sog 

L. B., Antioch & Seattle 
Jod<soh'>i+le ~ S-<.W.-.-

L. B., Antioch & Seattle 

~.L··'" 

50- 56 
47-53 

1500 minimum 

40 minimum 
35 minimum 
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